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(57) Abstract 

Proposed is a method of manufacturing a friction element designed for fnctional contact with a body and for use, in particular, in 
brakes or clutches. The method calls for a porous carbon block to be produced which approximately matches the shape of the end of 
the abrasion unit, liquid silicon to be infiltrated into the pores of the carbon block and the block to be ceramized by initiating a chemical 
reaction to form silicon carbide. In order to further fashion a friction element of this kind to increase its resistance to thermal stresses and 
so that it is also easy to manufacture, the porous carbon block is shaped, before the silicon is infiltrated into it, in such a way that cavities 
and/or recesses are formed in certain internal and/or external zones for cooling and/or reinforcement purposes, the cavities and/or recesses 
retaining essentially the same shape and size after ceramization. 

(57) Zusa mmenfassung 

Es ist ein Verfahren zur Herstellung einer Reibeinheit zum reibenden Eingriff mit einem Gegenkorper, insbesondere zur Herstellung 
euies Brems- oder Kupplungskorpers, bei dem ein poroser Kohlenstoffkorper, der etwa der Endkontur der Reibeinheit entspricht, 
bereitgesteUt wird, die Poren dieses Kohlenstoffkorpers mit flussigem Silizium infiltriert werden und durch Einleiten einer chemischen 
Reaktion unter Bildung von Siliziumkarbid der Korper keramisiert wird. Urn cine solche Reibeinheit so weiterzubilden, dafl sie einer 
erhohten Warmebelastung Stand halt und die daruberhinaus in einfacher Weise herstellbar ist, ist vor der SUizium-Infiltration der porose 
Kohlenstoffkorper so strukturiert, dafi in definierten Innen- undVoder AuBenbereichen Hohlraume und/oder Ausnehmungen zur Kuhlung 
und/oder Versteifung gebildet werden, die nach der Keramisienmg in ihrer Form und GroBe im wesentlichen beibehalten werden. 
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[57] ABSTRACT 

Disclosed is a method for manufacturing a friction element 
designed for frictional contact with a body and for use, in 
particular, in brakes or clutches. In the method, a porous 
carbon block, which approximately matches the shape of the 
end of the abrasion unit, is produced, liquid silicon is 
infiltrated into the pores of the carbon block, and the block 
is ceramized by initiating a chemical reaction to form silicon 
carbide. In order to further fashion a friction element of this 
kind to increase its resistance to thermal stresses and so that 
it is also easy to manufacture, the porous carbon block is 
shaped, before the silicon is infiltrated into it, in such a way 
that cavities and/or recesses are formed in certain internal 
and/or external zones for cooling and/or reinforcement 
purposes, the cavities and/or recesses retaining essentially 
the same shape and size after ceramization. 

18 Claims, 3 Drawing Sheets 
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METHOD OF MANUFACTURING A 
FRICTION ELEMENT 

BACKGROUND OF THE INVENTION 

The present invention relates to a method for the manu- 
facture of a friction unit for frictional engagement with a 
counter-body, especially for the manufacture of a brake or 
clutch body, in which a porous carbon body is prepared 
which corresponds approximately to the final contour of the 
friction unit wherein the pores of this carbon body are 
infiltrated with fluid silicon, and the body is ceramicized by 
introducing a chemical reaction with the formation of silicon 
carbide. 

A method for the manufacture of a friction unit was 
presented by a work group of the DLR (Deutsche Fors- 
chungsanstalt fuir Luft- und Raumfahrt e.V.), of Stuttgart, 
Institut fur Bauweisen- und Konstruktionsforschung, at the 
VDI Materials Convention in Duisburg on Mar. 9—10, 1994, 
the theme of which was lightweight structures and light- 
weight components, in the framework of the lecture entitled 
"Development of integral lightweight structures of ceramic 
fiber." In this lecture, a technology for manufacturing carbon 
fiber-reinforced carbons was presented. The carbon fiber- 
reinforced carbons are infiltrated with fluid silicon by a 
so-called "fluid silicification method" and subjected to a heat 
treatment, wherein the silicon is converted with carbon to 
SiC. One possible application of these C/C-SiC materials is, 
among others, brake disks. 

Increasingly severe requirements are being made of 
brakes, especially in motor vehicle and aircraft construction. 
The speeds which are attained nowadays by such vehicles 
are constantly increasing. When brakes are applied, the 
kinetic energy is converted by friction to heat, which is 
absorbed by the brake disk and the brake linings. A brake 
system of this kind is accordingly limited by the friction 
characteristics of the brake material and its ability to store 
and remove heat. In general, brake materials must have very 
good thermomechanical properties, high and constant fric- 
tion characteristics and good resistance to abrasion. Ordi- 
nary brake disks of cast iron or steel, which are today used 
in ordinary automobile construction, permit temperatures of 
approximately 650° C. Brakes of carbon fiber- reinforced 
carbon materials (C/C) developed in recent years, such as 
those described for example in DE-A1 3 24 200, allow 
temperatures up to 1000° C. 

At the above -described VDI presentation, a C/C-SiC 
material was exhibited, as stated above, which shows 
decided advantages over a C/C material, especially in regard 
to thermal shock resistance, oxidation resistance, moisture 
absorption and frictional performance. 

Setting out from the above -described state of the art, the 
present invention is addressed to the problem of improving 
a method for the manufacture of such a friction unit of the 
kind described above such that it will withstand an elevated 
thermal stress and furthermore will be able to be manufac- 
tured in a simple manner. 

SUMMARY OF THE INVENTION 

The above stated object is obtained by the method of the 
invention in that, before the silicon infiltration, the porous 
carbon body is so structured that cavities and/or recesses are 
formed in defined inner and/or outer areas for cooling and/or 
stiffening, which are substantially retained in their shape and 
size after the ceramicization. As it is generally known, 
ceramic material or ceramicized material is extremely dif- 
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ficult to work, so that structuring could be performed in such 
heretofore known friction units only at great expense. Con- 
sequently such structuring has been performed only on the 
outer circumference, for example in the form of radial bores 
in such components for the purpose of giving the friction 
units, for example, the necessary outside contour. By the 
method of the invention it is possible to create even complex 
structures in the form of recesses, since such recesses are 
formed in a state of the carbon body in which no 
ceramicization, which is performed by infiltration of silicon 
followed by heat treatment, is present. Furthermore, with the 
method of the invention not only are recesses formed in 
outside surfaces of the friction unit, but it is also possible to 
produce closed, or only partially closed cavities within the 
friction unit at precisely defined locations. Such creation of 
cavities and/or recesses in the body is performed practically 
with the carbon body in the green state in which it is still 
easy to work mechanically, or in which the carbon fiber body 
itself is created and structured. With this method a low-cost 
manufacture of friction units in series production is eco- 
nomically feasible. Such structuring by means of recesses 
and/or cavities, which can serve, in one instance, to stiffen 
a friction unit, a brake disk for example, and can serve 
especially for creating cavities for cooling, is especially 
important in the ceramicized friction units, precisely 
because such ceramicized friction units are used under very 
high stresses and hence high temperatures. Applications are, 
for example, brake units of aircraft as well as rail vehicles 
and high-performance motor vehicles. 

An especially desirable method is provided if a green 
body is formed first as a foreproduct of the porous carbon 
body, which is a carbon fiber body permeated by cured 
polymers. Such a method, with the formation of a foreprod- 
uct of carbon fibers coated with polymers, offers special 
advantages with regard to the subsequent silicon infiltration 
technique. A body in the form of a carbon fiber matrix with 
cured polymers is a foreproduct which is already sufficiently 
hardened and solidified to be able to be worked in a defined 
mechanical manner. The formation of the recesses and 
cavities can also be performed in a stage of the manufacture 
of such friction units, in which the foreproduct is already 
present and can be shaped simply both mechanically and in 
a molding manner. 

In order to form closed cavities or partially closed cavities 
within the friction unit it is possible to insert into the carbon 
fiber body, before it is ceramicized, one or more cores with 
dimensions corresponding to the desired recesses and/or 
cavities, preferably while the body is in a state prior to its 
infiltration with silicon, and more preferably while it is still 
green ware prepared in the form of a carbon fiber matrix 
permeated with polymers. Suitable materials for the cores 
are rubber, plastic, metal, ceramic or carbon, the materials 
being selected according to whether a lost core is involved, 
or a core which is removed in a certain stage of the 
production of the carbon body. For example, a core of 
Styropor®, a styrol-polymcr based foamy material commer- 
cially available from BASF or hard foam plastic has an 
advantage due to the fact that it can be dissolved out of the 
friction unit through a vent opening, for example, with a 
solvent, prior to the silicon infiltration. A core of metal, 
ceramic or carbon is preferred for the formation of recesses 
which are formed on an external surface of the friction unit. 
The cores for shaping the recess are inserted in the area of 
this recess and, in a later process step, when the body is no 
longer subject to any substantial deformation, they are 
removed. Such a core of metal, carbon or ceramic can also 
be used for the purpose of being first embedded into the fiber 
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matrix while the carbon fiber matrix is being made, from 
which it is then removed before the recess is completely 
closed off with a covering layer as the making of the carbon 
fiber body continues. After the silicon infiltration, such 
cores, which are externally accessible, are dissolved out, for 5 
example from passages running radially outward, which 
have an approximately uniform cross section from the inside 
to the outside or have a slight cross-sectional expansion 
from a radially inner side to a radially outer side of the 
friction unit. Such cores consist preferably of carbon or 10 
ceramic, since these withstand the temperatures in the indi- 
vidual process steps for the production of the friction unit. 
Also a core formed of rubber is appropriate for being 
extracted from a forebody after the latter has been made. The 
removal of rubber cores must take place in a state in which 15 
the rubber material of the core is no longer subjected to high 
temperature stress. 

It is furthermore preferred to use cores of a pyrolyzable 
material, preferably cores of polyvinyl alcohol, in order to 
produce cavities, especially, within the friction unit, which 2 o 
are inaccessible afterward and, under certain circumstances, 
have no vent or exhaust openings to the outside of the 
friction unit. Pyrolyzable material is pyrolyzed and removed 
substantially without residue as part of the pyrolysis of the 
carbon body, especially a carbon body in the form of a 2 5 
carbon fiber matrix permeated with a polymer, 

In order to provide a friction unit with high mechanical 
strength ratings, especially in the area of the cavities or 
recesses, during the creation of the carbon fiber-reinforced 
carbon body the recesses and cavities are surrounded with 30 
layers of carbon fibers with a predetermined orientation. The 
orientation of the fibers can in this case be adapted to the 
forces and stresses occurring in the friction unit. These fiber 
layers therefore define such recesses or cavities in the 
friction unit. For cavities which are to be formed inside of 35 
the friction unit and in the area of which they are to have 
elevated strength, first cores are surrounded with such fiber 
layers and these cores are then inserted into the carbon fiber 
matrix. Such cores can be lost cores or cores which are 
removed in a given stage of the making of the friction unit. 40 

In order to form cavities in a simple manner in the interior 
of a friction unit, especially cavities which have no connec- 
tion to the exterior of the friction unit, the friction unit is 
made up of two individual bodies which have recesses on 
one exterior side. The two bodies are then joined together, so 45 
that the recesses of the one body are covered and closed by 
the other body. It is apparent not only that such recesses can 
be formed in both bodies, which then together form a 
common cavity, but also it is possible to form the recesses 
only in the one body and configure the other body as a cover 50 
disk. Depending on the construction of the friction unit, both 
bodies can be identical parts which are then joined together. 
Moreover, not only does a multi -partite make-up of the 
friction unit make it possible to form cavities easily in the 
interior of the friction unit, but also to adapt the friction unit, 55 
for example in the form of a brake disk or clutch disk, to the 
qualities required for its use, i.e., the one body is configured 
as a friction body, while the other body can serve as a core 
body. The core body in this case bears the surface for 
frictional engagement with a corresponding counterbody 60 
and is adapted material-wise with regard to its frictional 
properties. The core body serves as a carrier body for the 
friction body and is fastened, for example, to a hub of a 
vehicle. Such a core body should then advantageously have 
the cooling passages and cavities and be adapted with regard 65 
to its material properties such that it will have good thermal 
conductivity and heat capacity. 



The various features of novelty which characterize the 
invention are pointed out with particularity in the claims 
annexed to and forming part of this specification. For a 
better understanding of the invention, its operating advan- 
tages and specific objects obtained by its use, reference 
should be had to the accompanying drawings and descriptive 
matter in which there is illustrated and described a preferred 
embodiment of the invention. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 shows a cross section taken through a preform of 
a carbon body composed of a carbon fiber matrix for a 
friction unit, a brake disk for example, having two recesses 
formed in an upper side; 

FIG. 2 is a preform similar to FIG. 1; which is built in a 
molding unit; 

FIG. 3 is a section through a friction unit having two 
internal, closed cavities; 

FIG. 4 is a foreproduct in the form of a green body with 
two recesses filled by cores and a schematically indicated 
structure of the fiber in the carbon matrix; 

FIG. 5 is a sectional drawing corresponding to FIG. 4 and 
having two fully enclosed cavities each filled with a core; 

FIGS. 6 and 7 are a sectional representation of friction 
units which are made of two carbon bodies like the preform 
in FIG. 1 by a sandwich technique; 

FIG. 8 is a sectional representation of a friction unit which 
is made from two bodies which are constructed like the 
foreproducts of FIGS. 1 and 2; 

FIG. 9 is a section through a friction unit which is made 
with a body corresponding to the preform of FIG. 1 with an 
additional covering plate. 

DESCRIPTION OF PREFERRED EMBODIMENT 

In FIGS. 1 to 3 various foreproducts 1, 2 and 3 made of 
a carbon fiber matrix, and having an external shape which 
corresponds approximately to the finished friction unit are 
shown. Preferably, to make such foreproducts 1, 2 and 3, 
carbon fibers of different lengths are laid on a support (not 
shown) or in a mold 4 like the one shown in FIG. 2, together 
with woven carbon fiber inserts if desired, so that the 
foreproducts 1, 2 and 3 are built up. Use of a mold 4 as in 
FIG. 2 has the advantage that an external shape can easily be 
given to the foreproduct 2 in a repeatable manner to corre- 
spond approximately to the external shape of the cerami- 
cized friction unit, aside from dimensional variations caused 
by slight shrinkage during the ceramicization. Preferably the 
carbon fibers will be those which are coated with a polymer 
layer. Alternatively, a body built up of carbon fibers can then 
be infiltrated with polymers and then such a forebody can be 
hardened, so that a polymer matrix is achieved in the carbon 
matrix and at the same time the entire foreproduct 1, 2 or 3 
is given stability of shape. 

In the build-up of the foreproduct 1, 2 or 3, in order to 
form recesses 5 or enclosed cavities 6, cores 7 are embedded 
which correspond in shape and size to the recess 5 or cavity 
6 to be formed. In FIGS. 1 and 2 a core 7 is represented, for 
example, which is inserted into the carbon fiber body and is 
removed therefrom after solidification of the foreproduct, so 
that the recess 5 remains, as represented in the right half of 
the cross-sectional representation of FIGS. 1 and 2. Accord- 
ing to the shape of the core, such a recess can have a round, 
oval or angular cross section, or else are in rotational 
symmetry with the axis 8 of the foreproduct 1 or 2, so that 
both recesses in the foreproducts of FIGS. 1 and 2 form each 
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a space which can be, for example, in the form of a volute 
corresponding to the best aerodynamic shape of the cooling 
passage or a volute -shaped core can be used as the core. The 
same applies to the cavities 6 of the foreproduct of FIG. 3. 

Preferably, the cores 7 for forming recesses 5 are cores of 
a material which can withstand the individual heat treat- 
ments used in making the foreproduct, i.e., preferably cores 
of metal, ceramic or carbon. Such cores can then be used for 
making additional friction units as often as desired, after 
they have been removed from the foreproduct 1, 2 and 3. 

To form cavities 6 as represented in foreproduct 3 of FIG. 
3, cores are likewise used in forming the carbon fiber matrix 
which do not have to be removed from the foreproduct. For 
this reason, cores of Styropor or hard foam plastic are 
inserted into these cavities, which then, when the foreprod- 
uct 3 is in a solidified state, are dissolved out by means of 
a solvent which is injected, for example, through vent 
passages 9 which have a connection from the outer surface 
to the cavities 6. These vent passages can then be filled with 
a polymerizable material having a high carbon residue after 
pyrolysis and are closed by subsequent ceramicization. 
Another possibility for producing the cavities 6 by means of 
lost cores 7 is to insert a core of pyrolyzablc material, which 
in a following step, in which the carbon fiber body is 
subjected to pyrolysis to burn out a corresponding polymer 
matrix, for example, is eliminated with substantially no 
residue. In this case it is not necessary to provide special 
vent passages 9. A foreproduct such as that represented in 
FIGS. 1 to 3, is then in an additional step infiltrated with 
fluid silicon, which by heat treatment is converted to silicon 
carbide, so that the finished, ceramicized friction unit is 
obtained. 

Another possibility for forming cavities 6 in a foreproduct 
as represented in FIG. 3 is to insert cores 7 of rubber where 
the cavities are made. Such rubber cores are to be preferred 
whenever the cavities 6 are to have passages leading to the 
exterior of the friction unit, corresponding to the vent 
passages 9, through with a greater cross section, so that the 
elastomeric core parts can be extracted through these pas- 
sages 9 after the foreproduct 3 is completed. In this manner 
internal cavities 6 can be formed which are undercut in 
relation to the channels 9, so that these elastomeric cores can 
be extracted through passages 9 having a smaller cross 
section than the cavities. 

FIGS. 4 and 5 show cross sections of foreproducts 10 and 
11, which correspond substantially in design to the fore- 
products 1 and 3 of FIGS. 1 and 3. In FIGS. 4 and 5, 
however, carbon fiber layers 12 following the shape of the 
recess or cavity around the recess 5, or the cavity 6 and a 
core 7 inserted therein (FIG. 5), are so oriented that they are 
adapted to the forces occurring in the later friction unit and 
result in a stable and strong structure of the carbon fiber 
matrix. In the building up of the carbon fiber matrix, such 
carbon fiber layers 12 can be laid around previously pre- 
pared cores 7 made, for example, of Styropor or hard foam 
and such previously prepared cores can then be inserted into 
the carbon fiber matrix. By the procedure described above in 
connection with the explanation of FIG. 3, such cores can 
later be dissolved out through similar vent passages not 
shown in FIG. 5. The individual core bodies or the carbon 
fiber layers 12 wound about the core body can then be 
wrapped in carbon fiber cover layers 13. As the embodi- 
ments represented in FIGS. 4 and 5 show, the structure of the 
friction units which are to be made are shaped and built as 
desired in the green state; in some cases the foreproduct is 
mechanically worked after it is cured, prior, of course, to 
infiltration with silicon and ceramicization; so it is not 
necessary to work on a ceramic material. 
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In FIGS. 6 to 9 a number of embodiments of modularly 
constructed, integral friction units are shown, which are 
made by using foreproducts such as those shown in FIGS. 1 
and 2. Accordingly, the same reference numbers for the 

5 bodies 1 and 2 are used in FIGS. 6 and 9. The foreproducts 
can be placed one on the other along a junction line or plane 
identified by the reference number 14 in the individual 
FIGS. 6 to 9, and are then bonded together. Foreproducts 1 
and 2 can be used as foreproducts or as individual modules 

10 for the friction units in FIGS. 6 to 9 in their green state, i.e., 
in their as yet not ceramicized form. The junction 14 is then 
filled in the silicon infiltration of the two foreproducts 1 and 
2, and thus the two bodies are bonded with a material 
containing substantially a carbide. Individual bodies 1 and 2, 

15 which are each already infiltrated with silicon and 
ceramicized, can of course be assembled in this ceramicized 
state, for example with a heat-resistant hard solder, prefer- 
ably with silicon. 

As FIG. 6 shows, cavities 6 can be formed with two 

20 bodies 1 as represented in FIG. 1 if the individual recesses 
5 of foreproduct 1 are combined to form this cavity 6 
through their identical alignment with the axis 8 or axis of 
rotation of the friction unit (FIGS. 6 to 9). In such an 
assembly it is not necessary to remove from the cavities 6 

25 any cores remaining from the formation of the carbon fiber 
matrix. 

In FIG. 7 an embodiment is represented in which the 
friction unit is composed of two foreproducts assembled 
along the junction plane 14 such that each faces in the same 

30 direction, so that, on the one hand the original recesses in 
foreproduct 1 combine with the outer surface of the other 
foreproduct 1 to make the cavities 6, while the recesses 5 in 
the other foreproduct 1 remain on the outside as open 
recesses. The first foreproduct 1 can serve in this arrange- 

35 ment as a friction body, for example, while its smooth 
outside surface forms a friction surface 15, while the other 
foreproduct 1 is a core body. This division into a friction 
body and a core body is aimed at adapting the material 
properties of these two bodies to the particular requirements, 

40 i.e., the friction body is provided with good friction prop- 
erties at the friction face 15, while the core body is to have 
a high mechanical strength, for one thing, so as to form a 
quasi support for the friction unit, and for another thing it is 
intended to have good thermal conductivity and heat capac- 

45 ity so as to remove the heat developed at the friction surface 
15- 

The adaptation of the bodies that are combined in a 
friction unit, as explained above in connection with FIG. 7, 

5Q applies accordingly to the arrangements in FIGS. 6, 8 and 9. 
In FIG. 8 there is represented a friction unit which is 
composed of a foreproduct 1 and a foreproduct 2 corre- 
sponding to FIGS. 1 and 2. In this arrangement recesses are 
formed on both of the outer sides; furthermore there is an 

55 annular space 16 extending radially from the axis of rotation 
8; with appropriate formation, such an annular space 16 
could simply have a smaller cross section on the outside, as 
shown by a broken line in the upper half of FIG. 8, in which, 
for example, a body of corresponding shape is made in 

60 advance. 

FIG. 9 is a variant in which the body 1 of FIG. 1 is 
covered with a plate 18 on the side of the recesses 5, so that 
cavities are formed accordingly. 

As the various embodiments show, the procedure accord- 
65 ing to the invention permits the formation of recesses and 
cavities in a stage of the process in which the starting bodies 
are still easy to shape and work. Furthermore, by the method 
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of the invention, — particularly when a friction unit is 
composed of a plurality of individual bodies, and especially 
in the still unceramicized state, — even very complex struc- 
tures can be achieved by putting together these individual 
bodies. 

The terms and expressions which have been employed are 
used as terms of description and not of limitation, and there 
is no intention in the use of such terms and expressions of 
excluding any equivalents of the features shown and 
described or portions thereof; it being recognized that vari- 
ous modifications are possible within the scope of the 
invention. 

We claim: 

1. A method of manufacturing a friction element com- 
prising preparing a plurality green bodies as preforms of a 
friction element from carbon fibers, added or infiltrated with 
a polymer, said friction element having a friction surface, 

structuring said green bodies to form cavities in defined 
inner areas with channels which do not end at a friction 
surface of said friction element for cooling and/or 
stiffening of said friction element, 
pyrolyzing said green body to form porous carbon bodies, 
joining the plurality of carbon bodies whereby a junction 
is formed, 

infiltrating the pores and said junction of said carbon body 
with fluid silicon, and ceramicizing said silicon infil- 
trated carbon body by introducing a chemical reaction 
to form silicon carbide. 

2. The method of claim 1, wherein the green body is 
provided with recesses by mechanical working. 

3. The method of claim 1, wherein a core is embedded in 
the green body the core having dimensions substantially 
corresponding to the cavities to be formed. 

4. The method of claim 3, wherein the core is removed 
before and/or after the silicon infiltration. 

5. The method of claim 3, wherein the core is of rubber, 
plastic, metal, ceramic or carbon. 

6. The method of claim 5, wherein the core is selected 
from the group consisting of styrene and hard foam plastic. 

7. The method of claim 6, wherein the core is dissolved 
out by a solvent. 

8. The method of claim 3, wherein the core is of a 
pyrolyzable material and subsequently the carbon body is 
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subjected to pyro lysis and the core is eliminated substan- 
tially residue-free. 

9. The method of claim 8, wherein the core is formed of 
polyvinyl alcohol. 

10. The method of claim 1, wherein carbon fiber layers of 
a given orientation defining the cavities are placed in the 
carbon body in the area of said cavities. 

11. The method of claim 10, wherein the carbon fiber 
layers are built up on the core. 

12. The method of claim 1, wherein recesses are made in 
two bodies in the area of their junction surfaces such that 
they make up a common cavity. 

13. A method of manufacturing a friction element com- 
prising 

preparing a plurality of green bodies as preforms of a 
friction element from carbon fibers, added or infiltrated 
with a polymer, 

structuring said green bodies to form closed cavities in 
defined inner areas of said friction element for cooling 
and/or stiffening of said friction element, 

pyrolyzing said green bodies to form porous carbon 
bodies; 

joining the plurality of porous carbon bodies whereby a 
junction is formed; 

infiltrating the pores and junction of said carbon body 
with fluid silicon; and 

ceramicizing said silicon infiltrated carbon body by intro- 
ducing a chemical reaction to form silicon carbide. 

14. The method of claim 13, wherein at least one green 
body is provided with recesses by mechanical working. 

15. The method of claim 13, wherein a core is embedded 
in at least one green body, the core having dimensions 
substantially corresponding to the cavities to be formed. 

16. The method of claim 15, wherein said core is removed 
before the silicon infiltration step. 

17. The method of claim 16, wherein the core is of rubber, 
plastic, metal, ceramic or carbon. 

18. The method of claim 15, wherein vent passages are 
provided. 
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